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(54) PRODUCTION OF DECORATED MOLDING 

(57)Abstract 

PURPOSE: To prevent a resin component from flowing to 
the surface of a decorative sheet when a decorative 
sheet laminated molding having a design such as a free 
pattern or color is produced by providing a smooth part to 
the upper surface of a lower mold at the outer peripheral 
position of an uneven part and placing the end part of the 
decorative sheet on the smooth part 
CONSTITUTION: After an upper mold 5 is heated to 
140° C and a lower mold 6 is heated to 150° C, a 
decorative sheet 8 is placed on the upper surface of the 
lower mold 6 so that the end part thereof is positioned on 
the smooth part 4 of the lower mold 6 and an SMC 
molding material 7 cut in a predetermined size is placed 
on the decorative sheet 8. After the upper mold 5 is 
brought into contact with the SMC molding material 7, the 
upper mold 5 is allowed to fall at a speed of 2mm/sec to 
complete mold clamping and, thereafter, pressure molding 
is performed for 240sec under pressure of 70kg/cm2. 
Subsequently, the upper mold 5 is opened to demold a decorated molded product of a waterproof 
pan wherein an embossed pattern surface and narrow joints are applied to the bottom part 
thereof and a smooth part is formed to the outer periphery thereof. Therefore, an inferior product 
is hard to generate and the decorated molding is obtained with high molding efficiency. 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1]By laying a decorating sheet on a bottom part which has an uneven part for product 
embossed surface formation on the upper surface, laying a thermosetting molding compound on 
this decorating sheet and carrying out heating compression, where these are inserted by bottom 
part and a punch, A manufacturing method of a mold decorating article being the method of 
manufacturing a mold decorating article, providing smooth sections located in the upper surface of 
a bottom part at a periphery of the above-mentioned uneven part, and laying an end of a 
decorating sheet in these smooth sections. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application]By matching a decorating sheet and a thermosetting molding compound in 
piles in a metallic mold, and performing heating compression molding, this invention makes a 
decorating sheet and a molding material unify, and relates to the method of manufacturing the 
mold decorating article which revealed the various designs which have a desired pattern or color 
with a decorating sheet. 
[0002] 

[Description of the Prior Art]Although the method called a hand-lay-up-moulding method or 
spray-up-moulding method has been conventionally adopted widely in production of the field of 
FRP (fiberglass reinforced plastic) especially the tub made from FRP. a bath unit floor, etc., These 
methods needed the man day of long time and many for producing the product of a piece, then, a 
sheet molding compound as what boils such productivity markedly and improves it Thermosetting 
molding compounds, such as (it abbreviating to SMC hereafter) or a bulk molding compound (it 
abbreviates to BMC hereafter), are developed, and the heating-compression-molding method 
using this is adopted widely now. 

[0003]However, in the heating compression molding of SMC only using a thermosetting molding 
compound, or BMC, the color of the whole mold goods becomes what was restricted to the single 
color, and if it is red, for example, the whole mold goods can produce only a red thing, but the 
obtained mold goods have the difficulty that the flexibility of a pattern and color is narrowed. Of 
course, if post processing, such as printing and paint is performed to mold goods, it is possible to 
add the design which has a proper pattern or color, but it is necessary to add the process of 
complicated post processing in this case, and productivity falls further. 

[0004]Then, the method of carrying out insert molding of the decorating sheet for adding the 
design which has a desired pattern or color to mold goods as a method of carrying out decoration 
to these FRP products is proposed. For example, the method of making a decorating sheet and a 
molding material unify and carrying out the decoration of the mold goods is proposed by arranging 
on SMC the decorating sheet which prints a desired encaustic handle to substrates, such as glass 
fabrics, a fiberglass mat. a nonwoven fabric, and textile fabrics, in a metallic mold in piles, and 
performing heating compression molding. 

[0005]Heating compression molding is performed for SMC in piles on the decorating sheet which 
makes thermosetting resin come to impregnate the titanium paper which printed the desired 
encaustic handle, and the method of obtaining a mold decorating article is indicated by 
JP,H5-285973.A. 
[0006] 

[Problem(s) to be Solved by the Invention]However, in the above conventional heatings 
compression-molding methods, in the case of shape in which a product carries out an embossed 
surface owner to the surface, it was easy to produce a crevice between the uneven part of a 
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metallic mold, and the decorating sheet and, thereby, there was a fault that the pitch of SMC 
flowed into the surface side of a decorating sheet. Therefore, according to the conventional 
method, it is able for shaping efficiency to correct and to consider it as a product very bad, about 
the comparatively minor thing which has a poor influx, but. Since handicraft is performing this 
correcting work, a help and time are required and it has the fault that cost becomes very high as 
total. 

[0007]This invention is made that the above-mentioned fault should be canceled, and is a thing. 
The purpose is to provide the manufacturing method of the mold decorating article which faces 
fabricating the decorating sheet molded laminate which has designs, such as a color, can prevent 
a pitch from flowing into the surface side of a decorating sheet, and generating of inferior goods 
does not produce easily. 

[0008] 

[Means for Solving the Problem]A manufacturing method of a mold decorating article by this 
invention is devised that the above-mentioned purpose should be attained, lay a decorating sheet 
on a bottom part which has an uneven part for product embossed surface formation on the upper 
surface, and a thermosetting molding compound is laid on this decorating sheet. By carrying out 
heating compression of these in the state where it inserted by bottom part and a punch, it is the 
method of manufacturing a mold decorating article, and smooth sections located in the upper 
surface of a bottom part at a periphery of the above-mentioned uneven part are provided, and it is 
characterized by laying an end of a decorating sheet in these smooth sections. 
[0009]Hereafter, this invention is explained in detail. 

[0010]The decorating sheet used for this invention refers to a sheet formed reinforcing material 
colored or printed. This decorating sheet can be suitably impregnated with a thermosetting resin 
composition. When impregnating with a thermosetting resin composition, the decoration surface in 
which this hardens within a mold and which is excellent in endurance etc. by hard can be obtained. 
[001 1]As the above-mentioned sheet formed reinforcing material, textile fabrics, a nonwoven 
fabric, etc. which comprised paper or glass fiber, and synthetic fibers (polyester, polypropylene, 
rayon, nylon, etc.) are mentioned. 

[0012]As an example of this sheet formed reinforcing material, a titanium paper, an overlay paper, 
Paper of fine quality, a report grade paper, a groundwood paper, art paper, coat paper, a glass chop 
strand mat, They are a glass filament mat, a glass continuous mat, woven glass roving, a glass 
surface mat, polyester textile fabrics, nylon textile fabrics, a polyester nonwoven fabric, a 
polypropylene nonwoven, etc. 

[0013]Metsuke amount of 10-300g/m 2 . textile fabrics which consist of inorganic fibers on the 
other hand, and a nonwoven fabric has [ metsuke amount of textile fabrics and a nonwoven fabric 
which consists of the above-mentioned paper and organic textiles ] common 100-500g[/m ] 2 . 
[0014]As an amount of being impregnated of a thermosetting resin composition to a sheet formed 
reinforcing material, when a thing of an organic system is used as a sheet formed reinforcing 
material, it is preferred to be blended so that it may become 30 to 70 % of the weight to weight 
after [ whole ] being impregnated of a sheet with which it was impregnated, and it is 40 to 60 % of 
the weight more preferably. 

[0015]On the other hand, when a thing of an inorganic system is used as sheet reinforcement as 
for the amount of being impregnated of a thermosetting resin composition, being blended is 
preferred so that it may become 10 to 50 % of the weight to weight after [ whole ] being 
impregnated of a sheet with which it was impregnated, and it is 20 to 40 % of the weight more 
preferably. 

[0016]As for a decorating method of a sheet printing, coloring, etc. are mentioned. Here, a printing 
method should just be conventionally based on various publicly known methods, and, specifically, a 
gravure printing method, an offset-printing method, a screen-stencil method, the Toppan Printing 
method, etc. are held. A method of using what what is necessary is just to have depended on a 



2/7 



JP,09-011259,A [DETAILED DESCRIPTION] 



http://www4.ipdl. inpit.go.jp/cgi-bin/tran.web_cgi.ejje?atw.u=htt. 



method publicly known also as a coloring method, and was colored textiles with a color, etc. are 
mentioned. 

[001 7]In order to raise design nature, design materials, such as granular material which carried out 
crushing of the thermosetting resin mold goods to a sheet formed reinforcing material or a 
thermosetting resin composition, natural mica, coloring mica, kansuiseki, living rock powder, a 
shell, and a metal powder, paints, and a color may be added. 

[001 8]In this invention, in impregnating a decorating sheet with a thermosetting resin composition, 
As a thermosetting resin composition, it is usable in a constituent which uses various 
thermosetting resin, such as unsaturated polyester resin, epoxyacrylate resin, diallyl phthalate 
resin, melamine resin, urethane acrylate resin, and phenol resin, as the main ingredients. 
[0019]In the above-mentioned thermosetting resin composition, a solvent or a copolymeric 
monomer may be added if needed. For example, in resin with high viscosity, in order to improve 
impregnating ability, a solvent etc. are added and viscosity is reduced. In reactant low resin, 
copolymeric monomers, such as various styrene, alpha-methylstyrene, divinylbenzene, 
vinyltoluene, diallyl phthalate, various acrylate monomer, and methacrylate monomers, can be 
added, and reactivity can be improved. 

[0020]An addition of the above-mentioned copolymeric monomer is usually zero to 100 weight 
section to thermosetting resin 1 00 weight section. 

[0021]Various bulking agents and an additive agent may be used for the above-mentioned 
thermosetting resin composition if needed. Specifically, adequate amount addition of internal 
release agents, such as polymerization inhibitor, such as polymerization initiators, such as bulking 
agents, such as calcium carbonate, alumina, and aluminium hydroxide, and organic peroxide, and 
paraben ZOKINON, and zinc stearate, an antifungal agent, an antiseptic, the antioxidant etc. is 
carried out. 

[0022]Resin impregnation to a sheet base material can be conventionally performed by a publicly 
known method. Namely, a method of immersing a sheet base material in a tub containing resin, for 
example, and resin being impregnated with, and pressing a substrate with a roll etc., dropping 
excessive resin, and drying in a drying furnace if needed, Or on a belt, a sheet base material is 
poured, it goes, resin is laid on it, and there are a method of pressing a substrate and going with a 
roll or a braid, etc. 

[0023]In this invention, what is used can be conventionally used as various thermosetting molding 
compounds, such as SMC and BMC, as a thermosetting molding compound. 
[0024]The example of preparation of a thermosetting molding compound is as follows. Namely, 
unsaturated polyester resin, epoxyacrylate resin, urethane acrylate resin, etc. are used as 
thermosetting resin, they are added by various fillers, a reinforcing member, additive agent etc. if 
needed, and by a publicly known method conventionally. A thermosetting resin composition with 
gestalten, such as SMC or BMC, is prepared. 

[0025]Although a manufacturing method of this invention is performed using the above materials, 
the concrete operations are as follows. 

[0026]As a making machine used for this invention, it is conventionally usable in a publicly known 
press-forming machine. As a mold, it is conventionally usable in a publicly known metallic mold, a 
casting type, etc. 

[0027]Generally as a form of a mold, a fluctuated type is used preferably. In this case, a moving 
mold and a bottom part are usually used for a punch as a cover half. 

[0028]An uneven part for product embossed surface formation needs to be provided in the upper 
surface of a bottom part It consists of a flow pattern, a grain pattern, embossing, a geometrical 
pattern, a masonry joint, etc. as this uneven part. Height of an uneven part is generally 2 mm or 
less. When height of an uneven part becomes high, there is a possibility that a decorating sheet 
may be torn. It is necessary to provide smooth sections in a peripheral part of this uneven part. 
Width of smooth sections is generally not less than 2 mm here. It will flow in, if width of smooth 
sections is too short and a preventive effect becomes small. 
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[0029]After attaching the above-mentioned die to the above-mentioned making machine and 
heating to it at 80-180 ** f where a mold is opened, lamination installation of a decorating sheet 
and a molding material which are charges of a compression member is carried out into a mold at a 
position of the purpose. 

[0030] And an end of a decorating sheet is laid in smooth sections of a bottom part Under the 
present circumstances, it is preferred to lay a decorating sheet in smooth sections at least 1 mm 
or more. It will flow in, if small to less than 1 mm, and a preventive effect becomes small. Next a 
molding material is laid on it. 

[0031]Here, as for charge of a thermosetting molding compound, when a size of a decorating 
sheet carries out the decoration of the mold-goods entire surface now, it is preferred to charge a 
thermosetting molding compound somewhat smaller than a decorating sheet When quite smaller 
than a decorating sheet there is a possibility that a decorating sheet may be torn. When larger 
than a decorating sheet there is a possibility of becoming easy to generate an influx. 
[0032]When carrying out the decoration only of the part while on the surface of mold goods, it is 
preferred to lay a thermosetting molding compound somewhat smaller than a decorating sheet on 
a decorating sheet and to lay a thermosetting material all over mold-goods **** on it In charge 
of those other than this, there is a possibility that a tear of a decorating sheet and an influx of a 
thermosetting molding compound may occur. 

[0033]Here, although it is common that printing or coloring considers it as a field given more 
mostly as for a field which lays a decorating sheet in a bottom part, necessity is accepted and the 
molding material side is not cared about as a field printed or colored. 

[0034]Then, if a mold is opened and a product is unmolded after closing a mold, performing 
pressing for 30 seconds - 15 minutes by a pressure of 2 - 150 kg/cm 2 and stiffening a molded 
product a laminated mold decorating article will be obtained. 

[0035]Here, the above-mentioned compacting pressure is 2-150kg/cm 2 , and is 10-120kg/cm 2 
suitably. When using a molding material like general-purpose SMC or BMC especially, it is 
preferred to consider it as 50 - 120 kg/cm 2 , and when using a molding material for low-pressure 
molding called what is called low-pressure SMC, it is preferred to consider it as 5 - 25 kg/cm 2 . 
When compacting pressure is too low, a molding material has the fault that sufficient mobility is 
hard to be obtained. Conversely, when too high, it becomes easy to follow degradation of a mold at 
the time of mass production, and neither of the cases is preferred. 
[0036] 

[Function]By providing the smooth sections located in the periphery of the uneven part for 
product embossed surface formation at the upper surface of a bottom part in the manufacturing 
method of this invention, and laying the end of a decorating sheet in these smooth sections, It 
becomes difficult to generate a crevice between a decorating sheet and the uneven part of a 
bottom part therefore becomes difficult to generate the defect that the pitch of a molding 
material flows into a decorating sheet. 
[0037] 

[Example]Below, working example of this invention is described with reference to Drawings. 
[0038]In this working example, as shown in drawing 1 . the embossed surface (12) divided into the 
pars basilaris ossis occipitalis of the mold goods of the water proof bread (1 1) obtained by the 
method of this invention in a grid pattern by the masonry joint (13) of the narrow width and the 
smooth sections (14) of these peripheries were formed. 

[0039] 1. preparation of a making machine and a metallic mold — next in drawing 2 . the 800-t 
press-forming machine by Kawasaki Hydromechanics Corp. was used as a making machine. Punch 
(5) which fabricates water proof bread (1 1 7 cm x 87 cm) (1 1) and (refer to drawing 1 ) as a metallic 
mold And the bottom part (6) was prepared. Punch (5) Steam pipings (graphic display abbreviation) 
were embedded at both bottom parts (6). 

[0040]And the uneven part for product embossed surface formation (2) which has 0.2 mm in 
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height and the flat part for masonry joint formation (3) were provided in the upper surface of the 
bottom part (6) in all directions. The smooth sections (4) of 8-mm width were provided in the 
periphery of this uneven part (2). 

[0041]This metallic mold was attached to the above-mentioned press-forming machine. The 
punch (5) was used as the moving mold and the bottom part (6) was used as the cover half. The 
guide pin for positioning (9) is provided in the side edge part of a bottom part (6) at upper part ' 
protrusion state, and the guide hole (10) is established in the punch (5) corresponding to this. 
[0042]2. The acjjustment decorating sheet (8) of the decorating sheet was actfusted as follows. 
[0043]1) the acflustment (0 unsaturation polyester resin liquid (unsaturated polyester resin of an 
isophthalic acid system of the number average molecular weight 8300 [ about ] — acetone: — 
what was dissolved in the toluene mixed solvent (1:1).) of the resin liquid for being impregnated 35 
% of the weight of solvent 100 weight section (2) polymerization initiator (tertiary butylperoxy 
benzoate) 1 weight-section above (1) (2) was mixed and stirred and it was considered as the resin 
liquid for being impregnated. 

[0044]2) The acijustment decorating sheet 1 of a decorating sheet (8) : titanium paper (0.1 mm in 
thickness.) 80g/m 2 , PM1 1P: After having cut what printed grain patterns to the Kohjin Co., Ltd. 
make in size of 78 cm x 108 cm, immersing this cutting piece into the above-mentioned resin 
liquid and impregnating with resin, the cutting piece was pressed with a roll, excessive resin was 
dropped, and the decorating sheet 1 was obtained. The weight percentage of the substrate (paper) 
in this decorating sheet was 50 % of the weight 

[0045]Decorating sheet 2: The decorating sheet 2 as well as the decorating sheet 1 was obtained 
except having used for cloth (the product made of nylon, 0.1 mm in thickness, 90g/m 2 f Toyobo 
Co. f Ltd. make) what printed grain patterns. The weight percentage of the substrate in this 
decorating sheet was 45 % of the weight 

[0046] Decorating sheet 3: The decorating sheet 3 as well as the decorating sheet 1 was obtained 
except having used for the nonwoven fabric (Son Tara [ the product made from polyester, 0.36 
mm in thickness, 40.7g/m , and ] #8000: made by Du Pont-Toray) what printed grain patterns. 
The weight percentage of the substrate in this decorating sheet was 50 % of the weight 
[0047]Decorating sheet 4: The decorating sheet 4 as well as the decorating sheet 1 was obtained 
except having used for glass fabrics (0.25 mm in thickness, 200g/m 2 , a plain weave, 
WF230100BS6: made by Nitto Boseki Co., Ltd.) what printed grain patterns. The weight 
percentage of the substrate in this decorating sheet was 35 % of the weight 

[0048]Decorating sheet 5: The decorating sheet 5 as well as the decorating sheet 1 was obtained 
except having used for the fiberglass mat (0.30 mm in thickness, 300g/m 2 MC300A104: made by 
Nitto Boseki Co., Ltd.) what printed grain patterns. The weight percentage of the substrate in this 
decorating sheet was 35 % of the weight 

[0049]Decorating sheet 6: The decorating sheet 6 as well as the sheet 1 was obtained except 
having used for the overlay paper (0.12 mm in thickness, 100g/m 2 : made by Kohjin Co., Ltd) what 
printed grain patterns. The substrate (paper) content of the obtained decorating sheet was 45 % of 
the weight 

[0050]3. The following were used as an adjustments forming material (7) of a molding material. 
[0051](1) unsaturation polyester resin liquid (dissolving unsaturated polyester resin of an 
isophthalic acid system of the number average molecular weight 2000 [ about ] in styrene — a 
thing.) 40 % of the weight of styrene concentration 70 weight section (2) polystyrene resin liquid 
(weight-average-molecular-weight about 95000 polystyrene resin) a what [ was dissolved in 
styrene 1 and 65 % of the weight of styrene concentration 30 weight section (3) polymerization 
initiator (tertiary butylperoxy benzoate) 1 weight section (4) calcium-carbonate-powder (100: 
NS-day the east powdering shrine make) 120 weight section (5) color pigment (titanium oxide 
powder.) an SR-1:Sakai Chemical Industry Co., Ltd. make 6 weight section (6) thickener 
(magnesium oxide powders.) the mean particle diameter of about 3 micrometers, and 
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KYOWAMAGU 150:Kyowa Chemical Industry Co., Ltd. make 1 weight section (7) internal release 
agent (zinc stearate: made by Sakai Chemical Industry Co., Ltd.) 3 weight section (8) glass fiber 
(roving [ by the Asahi fiberglass company ]: ~ what cut ER4630LBD166W in length of 25 mm.) 
Hereafter, it is (1) among the 70 weight-section above-mentioned composition materials 
abbreviated to GF. After mixing the composition material of - (7) and fully kneading, impregnate 
the glass fiber of (8) with the obtained kneaded material by the SMC manufacturing installation, 
and it ripes at 40 ** for 24 hours. The coloring (white) SMC molding material about 2 mm thick 
was obtained. 

[0052]4. The forming process thus the obtained SMC molding material (7), and the decorating 
sheet (8) were fabricated as follows. 

[0053](Working example 1) As shown in above-mentioned drawing 2 . after heating the punch (5) at 
140 ** and heating a bottom part (6) at 150 **, it put on the bottom part (6) upper surface, using 
the above-mentioned decorating sheet 1 as a decorating sheet (8) so that the end (8a) of this 
might come on smooth sections (4). Five things which cut the above-mentioned SMC molding 
material (7) in size of 70 cm x 100 cm on it were charged. A punch (5) on 30 mm from the position 
in contact with **SMC molding material in a second in 50 mm /. ** Until it contacts the SMC 
molding material (7) from on 30 mm from the position in contact with the SMC molding material (7) 
in a second, in 10 mm /. ** After fastening and closing a punch (5) at 2 mm/second in speed until 
it closed, after contacting the SMC molding material (7), pressing was performed for 240 seconds 
by the pressure of 70 kg/cm 2 . Then, as a punch (5) was opened and unmolded and it was shown 
in dravyinp; 1, the mold decorating article of the water proof bread (1 1) with which the field (12) of 
an embossed pattern and the masonry joint (13) of the narrow width were given to the pars 
basilaris ossis occipitalis, and smooth sections (14) were formed in the periphery was obtained. 
This shaping was repeated 10 times and ten mold goods were obtained. 
[0054](WorWng example 2-6) It fabricated like working example 1 except having used the 
decorating sheet (8) described in the following table, respectively. 

[0055](Comparative examples 1 -6) The decorating sheet was cut to 77 cm x 107 cm, and it 
fabricated like working example 1 except having put the decorating sheet on the bottom part so 
that the end of a decorating sheet might come on an embossed surface. 

[0056]In each working example and a comparative example, like working example 1, shaping was 
repeated 10 times, respectively and ten mold goods were obtained. 

[0057]5. In valuation method above-mentioned each working example and a comparative example, 
the existence of an influx of SMC was evaluated by viewing about the obtained mold goods 
[0058] 
[Table 1] 
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In each working example of this invention, there was no defect so that clearly from the result of 
above-mentioned Table 1 and 2, but there were many defective fractions in a comparative 
example. 
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[0059] 

[Effect of the Invention] Since the manufacturing method of the mold decorating article by this 
invention is constituted as above, generating of inferior goods is **** and high shaping efficiency 
producing, and does so the effect that mold goods with a beautiful ornament can be manufactured 
easily. 



[Translation done.] 



/7 



JP.09-01 1259,A [TECHNICAL FIELD] http://www4.ipdl.inpit.go.jp/cgi-bin/tran.web.cgi.eije7atw. 
♦ NOTICES* 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



TECHNICAL FIELD 



[Industrial Application]By matching a decorating sheet and a thermosetting molding compound in 
piles in a metallic mold, and performing heating compression molding, this invention makes a 
decorating sheet and a molding material unify, and relates to the method of manufacturing the 
mold decorating article which revealed the various designs which have a desired pattern or color 
with a decorating sheet. 
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PRIOR ART 



[Description of the Prior ArtjAlthough the method called a hand-lay-up-moulding method or 
spray-up-moulding method has been conventionally adopted widely in production of the field of 
FRP (fiberglass reinforced plastic) especially the tub made from FRP, a bath unit floor, etc.. These 
methods needed the man day of long time and many for producing the product of a piece, then, a 
sheet molding compound as what boils such productivity markedly and improves it Thermosetting 
molding compounds, such as (it abbreviating to SMC hereafter) or a bulk molding compound (it 
abbreviates to BMC hereafter), are developed, and the heating-compression-molding method 
using this is adopted widely now. 

[0003] However, in the heating compression molding of SMC only using a thermosetting molding 
compound, or BMC, the color of the whole mold goods becomes what was restricted to the single 
color, and if it is red, for example, the whole mold goods can produce only a red thing, but the 
obtained mold goods have the difficulty that the flexibility of a pattern and color is narrowed. Of 
course, if post processing, such as printing and paint is performed to mold goods, it is possible to 
add the design which has a proper pattern or color, but it is necessary to add the process of 
complicated post processing in this case, and productivity falls further. 

[0004]Then, the method of carrying out insert molding of the decorating sheet for adding the 
design which has a desired pattern or color to mold goods as a method of carrying out decoration 
to these FRP products is proposed. For example, the method of making a decorating sheet and a 
molding material unify and carrying out the decoration of the mold goods is proposed by arranging 
on SMC the decorating sheet which prints a desired encaustic handle to substrates, such as glass 
fabrics, a fiberglass mat a nonwoven fabric, and textile fabrics, in a metallic mold in piles, and 
performing heating compression molding. 

[0005]Heating compression molding is performed for SMC in piles on the decorating sheet which 
makes thermosetting resin come to impregnate the titanium paper which printed the desired 
encaustic handle, and the method of obtaining a mold decorating article is indicated by 
JP,H5-285973,A 
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EFFECT OF THE INVENTION 



[Effect of the Invention] Since the manufacturing method of the mold decorating article by this 
invention is constituted as above, generating of inferior goods is **** and high shaping efficiency 
producing, and does so the effect that mold goods with a beautiful ornament can be manufactured 
easily. 
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TECHNICAL PROBLEM 



[Problem(s) to be Solved by the Invention]However, in the above conventional heating- 
compression-molding methods, in the case of shape in which a product carries out an embossed 
surface owner to the surface, it was easy to produce a crevice between the uneven part of a 
metallic mold, and the decorating sheet, and, thereby, there was a fault that the pitch of SMC 
flowed into the surface side of a decorating sheet. Therefore, according to the conventional 
method, it is able for shaping efficiency to correct and to consider it as a product very bad, about 
the comparatively minor thing which has a poor influx, but. Since handicraft is performing this 
correcting work, a help and time are required and it has the fault that cost becomes very high as 
total. 

[0007]This invention is made that the above-mentioned fault should be canceled, and is a thing. 
The purpose is to provide the manufacturing method of the mold decorating article which faces 
fabricating the decorating sheet molded laminate which has designs, such as a color, can prevent 
a pitch from flowing into the surface side of a decorating sheet and generating of inferior goods 
does not produce easily. 
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MEANS 



[Means for Solving the Problem]A manufacturing method of a mold decorating article by this 
invention is devised that the above-mentioned purpose should be attained, lay a decorating sheet 
on a bottom part which has an uneven part for product embossed surface formation on the upper 
surface, and a thermosetting molding compound is laid on this decorating sheet. By carrying out 
heating compression of these in the state where it inserted by bottom part and a punch, it is the 
method of manufacturing a mold decorating article, and smooth sections located in the upper 
surface of a bottom part at a periphery of the above-mentioned uneven part are provided, and it is 
characterized by laying an end of a decorating sheet in these smooth sections. 
[0009]Hereafter, this invention is explained in detail. 

[0010]The decorating sheet used for this invention refers to a sheet formed reinforcing material 
colored or printed. This decorating sheet can be suitably impregnated with a thermosetting resin 
composition. When impregnating with a thermosetting resin composition, the decoration surface in 
which this hardens within a mold and which is excellent in endurance etc. by hard can be obtained. 
[001 1]As the above-mentioned sheet formed reinforcing material, textile fabrics, a nonwoven 
fabric, etc. which comprised paper or glass fiber, and synthetic fibers (polyester, polypropylene, 
rayon, nylon, etc.) are mentioned. 

[0012]As an example of this sheet formed reinforcing material, a titanium paper, an overlay paper. 
Paper of fine quality, a report grade paper, a groundwood paper, art paper, coat paper, a glass chop 
strand mat, They are a glass filament mat a glass continuous mat, woven glass roving, a glass 
surface mat polyester textile fabrics, nylon textile fabrics, a polyester nonwoven fabric, a 
polypropylene nonwoven, etc. 

[0013]Metsuke amount of 10-300g/m 2 , textile fabrics which consist of inorganic fibers on the 
other hand, and a nonwoven fabric has [ metsuke amount of textile fabrics and a nonwoven fabric 
which consists of the above-mentioned paper and organic textiles ] common 100-500g[/m ] 2 . 
[0014]As an amount of being impregnated of a thermosetting resin composition to a sheet formed 
reinforcing material, when a thing of an organic system is used as a sheet formed reinforcing 
material, it is preferred to be blended so that it may become 30 to 70 % of the weight to weight 
after [ whole ] being impregnated of a sheet with which it was impregnated, and it is 40 to 60 X of 
the weight more preferably. 

[0015]On the other hand, when a thing of an inorganic system is used as sheet reinforcement as 
for the amount of being impregnated of a thermosetting resin composition, being blended is 
preferred so that it may become 10 to 50 % of the weight to weight after [ whole ] being 
impregnated of a sheet with which it was impregnated, and it is 20 to 40 % of the weight more 
preferably. 

[0016]As for a decorating method of a sheet printing, coloring, etc. are mentioned. Here, a printing 
method should just be conventionally based on various publicly known methods, and. specifically, a 
gravure printing method, an offset-printing method, a screen-stencil method, the Toppan Printing 
method, etc. are held. A method of using what what is necessary is just to have depended on a 
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method publicly known also as a coloring method, and was colored textiles with a color, etc. are 
mentioned. 

[001 7]In order to raise design nature, design materials, such as granular material which carried out 
crushing of the thermosetting resin mold goods to a sheet formed reinforcing material or a 
thermosetting resin composition, natural mica, coloring mica, kansuiseki, living rock powder, a 
shell, and a metal powder, paints, and a color may be added. 

[0018]In this invention, in impregnating a decorating sheet with a thermosetting resin composition, 
As a thermosetting resin composition, it is usable in a constituent which uses various 
thermosetting resin, such as unsaturated polyester resin, epoxyacrylate resin, diallyl phthalate 
resin, melamine resin, urethane acrylate resin, and phenol resin, as the main ingredients. 
[0019]In the above-mentioned thermosetting resin composition, a solvent or a copolymeric 
monomer may be added if needed. For example, in resin with high viscosity, in order to improve 
impregnating ability, a solvent etc. are added and viscosity is reduced. In reactant low resin, 
copolymeric monomers, such as various styrene, alpha-methylstyrene, divinylbenzene, 
vinyltoluene, diallyl phthalate, various acrylate monomer, and methacrylate monomers, can be 
added, and reactivity can be improved. 

[0020]An addition of the above-mentioned copolymeric monomer is usually zero to 100 weight 
section to thermosetting resin 100 weight section. 

[0021] Various bulking agents and an additive agent may be used for the above-mentioned 
thermosetting resin composition if needed. Specifically, adequate amount addition of internal 
release agents, such as polymerization inhibitor, such as polymerization initiators, such as bulking 
agents, such as calcium carbonate, alumina, and aluminium hydroxide, and organic peroxide, and 
paraben ZOKINON, and zinc stearate, an antifungal agent, an antiseptic, the antioxidant etc. is 
carried out. 

[0022] Resin impregnation to a sheet base material can be conventionally performed by a publicly 
known method. Namely, a method of immersing a sheet base material in a tub containing resin, for 
example, and resin being impregnated with, and pressing a substrate with a roll etc., dropping 
excessive resin, and drying in a drying furnace if needed, Or on a belt, a sheet base material is 
poured, it goes, resin is laid on it and there are a method of pressing a substrate and going with a 
roll or a braid, etc. 

[0023]In this invention, what is used can be conventionally used as various thermosetting molding 
compounds, such as SMC and BMC, as a thermosetting molding compound. 
[0024]The example of preparation of a thermosetting molding compound is as follows. Namely, 
unsaturated polyester resin, epoxyacrylate resin, urethane acrylate resin, etc. are used as 
thermosetting resin, they are added by various fillers, a reinforcing member, additive agent etc. if 
needed, and by a publicly known method conventionally. A thermosetting resin composition with 
gestalten, such as SMC or BMC, is prepared. 

[0025]Although a manufacturing method of this invention is performed using the above materials, 
the concrete operations are as follows. 

[0026]As a making machine used for this invention, it is conventionally usable in a publicly known 
press-forming machine. As a mold, it is conventionally usable in a publicly known metallic mold, a 
casting type, etc. 

[0027] Generally as a form of a mold, a fluctuated type is used preferably. In this case, a moving 
mold and a bottom part are usually used for a punch as a cover half. 

[0028]An uneven part for product embossed surface formation needs to be provided in the upper 
surface of a bottom part It consists of a flow pattern, a grain pattern, embossing, a geometrical 
pattern, a masonry joint etc. as this uneven part Height of an uneven part is generally 2 mm or 
less. When height of an uneven part becomes high, there is a possibility that a decorating sheet 
may be torn. It is necessary to provide smooth sections in a peripheral part of this uneven part 
Width of smooth sections is generally not less than 2 mm here. It will flow in, if width of smooth 
sections is too short, and a preventive effect becomes small. 
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[0029]After attaching the above-mentioned die to the above-mentioned making machine and 
heating to it at 80-180 **, where a mold is opened, lamination installation of a decorating sheet 
and a molding material which are charges of a compression member is carried out into a mold at a 
position of the purpose. 

[0030]And an end of a decorating sheet is laid in smooth sections of a bottom part Under the 
present circumstances, it is preferred to lay a decorating sheet in smooth sections at least 1 mm 
or more. It will flow in, if small to less than 1 mm, and a preventive effect becomes small. Next, a 
molding material is laid on it 

[0031]Here, as for charge of a thermosetting molding compound, when a size of a decorating 
sheet carries out the decoration of the mold-goods entire surface now, it is preferred to charge a 
thermosetting molding compound somewhat smaller than a decorating sheet When quite smaller 
than a decorating sheet, there is a possibility that a decorating sheet may be torn. When larger 
than a decorating sheet, there is a possibility of becoming easy to generate an influx. 
[0032]When carrying out the decoration only of the part while on the surface of mold goods, it is 
preferred to lay a thermosetting molding compound somewhat smaller than a decorating sheet on 
a decorating sheet and to lay a thermosetting material all over mold-goods **** on it In charge 
of those other than this, there is a possibility that a tear of a decorating sheet and an influx of a 
thermosetting molding compound may occur. 

[0033]Here, although it is common that printing or coloring considers it as a field given more 
mostly as for a field which lays a decorating sheet in a bottom part necessity is accepted and the 
molding material side is not cared about as a field printed or colored. 

[0034]Then, if a mold is opened and a product is unmolded after closing a mold, performing 
pressing for 30 seconds - 15 minutes by a pressure of 2 - 150 kg/cm 2 and stiffening a molded 
product a laminated mold decorating article will be obtained. 

[0035]Here, the above-mentioned compacting pressure is 2-150kg/cm 2 , and is 10-120kg/cm 2 
suitably. When using a molding material like general-purpose SMC or BMC especially, it is 
preferred to consider it as 50 - 1 20 kg/cm 2 , and when using a molding material for low-pressure 
molding called what is called low-pressure SMC. it is preferred to consider it as 5 - 25 kg/cm 2 . 
When compacting pressure is too low, a molding material has the fault that sufficient mobility is 
hard to be obtained. Conversely, when too high, it becomes easy to follow degradation of a mold at 
the time of mass production, and neither of the cases is preferred. 
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OPERATION 



[Function]By providing the smooth sections located in the periphery of the uneven part for 
product embossed surface formation at the upper surface of a bottom part in the manufacturing 
method of this invention, and laying the end of a decorating sheet in these smooth sections. It 
becomes difficult to generate a crevice between a decorating sheet and the uneven part of a 
bottom part therefore becomes difficult to generate the defect that the pitch of a molding 
material flows into a decorating sheet 
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EXAMPLE 



[Example]Below, working example of this invention is described with reference to Drawings. 
[0038]In this working example, as shown in drawing 1 . the embossed surface (12) divided into the 
pars basilaris ossis occipitalis of the mold goods of the water proof bread (11) obtained by the 
method of this invention in a grid pattern by the masonry joint (13) of the narrow width and the 
smooth sections (14) of these peripheries were formed. 

[0039] 1. preparation of a making machine and a metallic mold — next in drawing 2 . the 800-t 
press-forming machine by Kawasaki Hydromechanics Corp. was used as a making machine. Punch 
(5) which fabricates water proof bread (1 1 7 cm x 87 cm) (1 1) and (refer to drawing 1 ) as a metallic 
mold And the bottom part (6) was prepared. Punch (5) Steam pipings (graphic display abbreviation) 
were embedded at both bottom parts (6). 

[0040]And the uneven part for product embossed surface formation (2) which has 0.2 mm in 
height, and the flat part for masonry joint formation (3) were provided in the upper surface of the 
bottom part (6) in all directions. The smooth sections (4) of 8-mm width were provided in the 
periphery of this uneven part (2). 

[0041]This metallic mold was attached to the above-mentioned press-forming machine. The 
punch (5) was used as the moving mold and the bottom part (6) was used as the cover half. The 
guide pin for positioning (9) is provided in the side edge part of a bottom part (6) at upper part 
protrusion state, and the guide hole (10) is established in the punch (5) corresponding to this. 
[0042]2. The adjustment decorating sheet (8) of the decorating sheet was adjusted as follows. 
[0043] 1) the adjustment (1) unsaturation polyester resin liquid (unsaturated polyester resin of an 
isophthalic acid system of the number average molecular weight 8300 [ about ] — acetone: — 
what was dissolved in the toluene mixed solvent (1:1).) of the resin liquid for being impregnated 35 
% of the weight of solvent 100 weight section (2) polymerization initiator (tertiary butylperoxy 
benzoate) 1 weight-section above (1) (2) was mixed and stirred and it was considered as the resin 
liquid for being impregnated. 

[0044]2) The adjustment decorating sheet 1 of a decorating sheet (8) : titanium paper (0.1 mm in 
thickness.) 80g/m 2 , PM1 IP: After having cut what printed grain patterns to the Kohjin Co.. Ltd. 
make in size of 78 cm x 108 cm, immersing this cutting piece into the above-mentioned resin 
liquid and impregnating with resin, the cutting piece was pressed with a roll, excessive resin was 
dropped, and the decorating sheet 1 was obtained. The weight percentage of the substrate (paper) 
in this decorating sheet was 50 % of the weight 

[0045] Decorating sheet 2: The decorating sheet 2 as well as the decorating sheet 1 was obtained 
except having used for cloth (the product made of nylon, 0.1 mm in thickness, 90g/m 2 , Toyobo 
Co., Ltd. make) what printed grain patterns. The weight percentage of the substrate in this 
decorating sheet was 45 % of the weight 

[0046] Decorating sheet 3: The decorating sheet 3 as well as the decorating sheet 1 was obtained 
except having used for the nonwoven fabric (Son Tara [ the product made from polyester. 0.36 
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mm in thickness, 40.7g/m , and ] #8000: made by Du Pont-Toray) what printed grain patterns. 
The weight percentage of the substrate in this decorating sheet was 50 % of the weight 
[0047]Decorating sheet 4: The decorating sheet 4 as well as the decorating sheet 1 was obtained 
except having used for glass fabrics (0.25 mm in thickness, 200g/m 2 , a plain weave, 
WF230100BS6: made by Nitto Boseki Co., Ltd.) what printed grain patterns. The weight 
percentage of the substrate in this decorating sheet was 35 % of the weight 

[0048]Decorating sheet 5: The decorating sheet 5 as well as the decorating sheet 1 was obtained 
except having used for the fiberglass mat (0.30 mm in thickness, 300g/m 2 , MC300A104: made by 
Nitto Boseki Co., Ltd.) what printed grain patterns. The weight percentage of the substrate in this 
decorating sheet was 35 % of the weight 

[0049]Decorating sheet 6: The decorating sheet 6 as well as the sheet 1 was obtained except 
having used for the overlay paper (0.12 mm in thickness, 100g/m 2 : made by Kohjin Co., Ltd.) what 
printed grain patterns. The substrate (paper) content of the obtained decorating sheet was 45 % of 
the weight 

[0050]3. The following were used as an ac|justments forming material (7) of a molding material. 
[0051](D unsaturation polyester resin liquid (dissolving unsaturated polyester resin of an 
isophthalic acid system of the number average molecular weight 2000 [ about ] in styrene — a 
thing.) 40 % of the weight of styrene concentration 70 weight section (2) polystyrene resin liquid 
(weight-average-molecular-weight about 95000 polystyrene resin) a what [ was dissolved in 
styrene ], and 65 % of the weight of styrene concentration 30 weight section (3) polymerization 
initiator (tertiary butylperoxy benzoate) 1 weight section (4) calcium-carbonate-powder (100: 
NS-day the east powdering shrine make) 120 weight section (5) color pigment (titanium oxide 
powder.) an SR-1:Sakai Chemical Industry Co., Ltd. make 6 weight section (6) thickener 
(magnesium oxide powders.) the mean particle diameter of about 3 micrometers, and 
KYOWAMAGU 1 50:Kyowa Chemical Industry Co., Ltd. make 1 weight section (7) internal release 
agent (zinc stearate: made by Sakai Chemical Industry Co., Ltd.) 3 weight section (8) glass fiber 
(roving [ by the Asahi fiberglass company ]: — what cut ER4630LBD166W in length of 25 mm.) 
Hereafter, it is (1) among the 70 weight-section above-mentioned composition materials 
abbreviated to GF. After mixing the composition material of - (7) and fully kneading, impregnate 
the glass fiber of (8) with the obtained kneaded material by the SMC manufacturing installation, 
and it ripes at 40 ** for 24 hours, The coloring (white) SMC molding material about 2 mm thick 
was obtained. 

[0052]4. The forming process thus the obtained SMC molding material (7), and the decorating 
sheet (8) were fabricated as follows. 

[0053](Working example 1) As shown in above-mentioned drawing 2 . after heating the punch (5) at 
1 40 ** and heating a bottom part (6) at 1 50 **, it put on the bottom part (6) upper surface, using 
the above-mentioned decorating sheet 1 as a decorating sheet (8) so that the end (8a) of this 
might come on smooth sections (4). Five things which cut the above-mentioned SMC molding 
material (7) in size of 70 cm x 100 cm on it were charged. A punch (5) on 30 mm from the position 
in contact with **SMC molding material in a second in 50 mm /. ** Until it contacts the SMC 
molding material (7) from on 30 mm from the position in contact with the SMC molding material (7) 
in a second, in 10 mm /. ** After fastening and closing a punch (5) at 2 mm/second in speed until 
it closed, after contacting the SMC molding material (7). pressing was performed for 240 seconds 
by the pressure of 70 kg/cm 2 . Then, as a punch (5) was opened and unmolded and it was shown 
in drawing 1 . the mold decorating article of the water proof bread (11) with which the field (12) of 
an embossed pattern and the masonry joint (13) of the narrow width were given to the pars 
basilaris ossis occipitalis, and smooth sections (14) were formed in the periphery was obtained. 
This shaping was repeated 10 times and ten mold goods were obtained. 
[0054](Working example 2-6) It fabricated like working example 1 except having used the 
decorating sheet (8) described in the following table, respectively. 
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[0055](Comparative examples 1-6) The decorating sheet was cut to 77 cm x 107 cm, and it 
fabricated like working example 1 except having put the decorating sheet on the bottom part so 
that the end of a decorating sheet might come on an embossed surface. 

[0056]In each working example and a comparative example, like working example 1 , shaping was 
repeated 10 times, respectively and ten mold goods' were obtained. 

[0057]5. In valuation method above-mentioned each working example and a comparative example, 
the existence of an influx of SMC was evaluated by viewing about the obtained mold goods. 
[0058] 
[Table 1] 
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[Table 2] 
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In each working example of this invention, there was no defect so that clearly from the result of 
above-mentioned Table 1 and 2, but there were many defective fractions in a comparative 
example. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1]lt is an outline top view of the water proof bread manufactured by the method of this 
invention. 

[Drawing 2]according to metallic mold in outline drawing of longitudinal section of device which 
enforces method of this invention shaping before — ******(ing) — **** . 
[Description of Notations] 

2: The uneven part for product embossed surface formation 

3: The flat part for masonry joint formation 

4: Smooth sections 

5: Punch 

6: Bottom part 

7: Molding material (SMC) 

8: Decorating sheet 

8a: The end of a sheet 

1 1 : Water proof bread (mold goods) 

1 2: Product embossed surface 

13: Joint part 

14: Smooth sections 
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t>fcSMCfe5^{iBMC©)!lP^JItgfiXmT-«, ?#£n 30 

C0004]f-CT'. cn6(OF R P«|ffl»C*D»r5^i 

•y «*lffl!)»»fcBfa<!)«*#l*9llMLT 
**Jto»S'-h*SMCIcltaTfc5!rtK:eu fafcffi 

C000 5] Sfc, 8 5 9 7 3*fc«C 

5„ 50 
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2 

C0006] 

CRW^WBSt-fc^t-rsiBi] U*»L4*«6, ±E© 
«fc a4tt*Ota«ffi««S^ffifc:fi^T(t. »a* <J E-<D 

ct o . smc <o»iJig#tf h cDgcMJfcij&niicy 
co o o 7 ] ±E*£*ft?ra-r-« asnfc 

C000 8] 

co±{c, Jta«i->-h£i£gU C(Ohamy-hoy±.ic^ 

LT\ ^tl€.*TS*5<fcO : ±^T* 
it-fSTjffi-p&oT, TSW>±ffite±ElHlfl«©*Mlfc: 

Co o o 9] wt, *«w«mnicjNn-r«. 
coo i o] *«wcffl^*Ao»5'-i<i:tt* 

C0 0 l 1] ±ES'-httH3tt*i:LTtt» ttfeSb'U 
COO 1 21 C©S/-htt«BSttom*WtLT«, ^ 

h, ^xa-tfy^nx, ^X^x-fXvy 

COO l 3 J ±E«, «tt««tfrS45JS*p\ TJS^cO. 
gW*«, I0~3 0 0g/m' x -77««««A^4 
T«fli<OSWa« I 0 0~5 0 0g/m' A<- 
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[0014] is-b&m®tt^<ommt&®mmim><D 

COO 1 5] i/-h*S8#i:LT»«l£<Ofc£>£ 
Lfc->-hO#Sf£<D±f*©a»{;:*fLT I0~50l 
L<fi2 0~4 0M%T*fc£o 

coo i 6) '>-h<D)}am^mttmwk M&%.£wmf 
mitt xtv-ymm^ ammmjx.r £ £tf& 

[0 0 17] tfc, JtE14£fi±£-e-5fci6l;:, 

[0 0 18] *%Wt;:*3^r, Mc&Hffcttfcl 
LTJi, ^SSfctfUxXT^feffig, xtf+^^UU— 

[0 0 19] ±ie^®ft:tt^)!Mffi^{cli, &gtCjSC 

[0020] ±i2«a^tt*/-7-(Da!to«(i, am, 

&®{fctt«flll OOfiMglUcjttLTO-l 0 0S1S15T* 

toozujft, ±2mmitft®mmmmctt> &g 

n. vsmm. mum. afUKihwaeatasa^ar 
[0022] ^-hstt^ftfu^jifi, 

&(C<fc9fT*?Ci:ft<T;*5„ BPS, fi*J/U£, fflflicOA 
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[0 0 2 3] *5gWKfct,*T\ Mttfitlttflt LT 

ti, &*j:»>smc, BMcn©^a«aafbtt/fi«*t« 
[0024] «Mft:ib£)&m4on«0ifu. ofot* 

10 X-f;M§tflg, i#*->7^ UU-httt, -};U*y7* 

SMC BMC ^<0^*^oMSftttffi)iMffl/S 

[0 0 2 5] *%W<0»3g77ffi(i, ±E©*^ 4tt»* 

[0026] *»flfcfflv>**}g«tLTtt. ce*£» 

[0 0 2 7] *fcSWMB£fcLTtt» -)SW(c«±TSi 
[0 0 2 8] TS©±ffi(ctt s KI&xytfXffiWfilH! 

w*tf, s&ftfgflL earn xy#x s swrem 

SflNU*6ft«. MflgflcDiaSti. -8«fctt2mmJ}( 
TT&So E3i!3i»<!!)J(SjW<4«i:A0»^--h*««ti- 

lh»S*''hS<«:5 0 

[0029] ±.m<Df&mm^ t&f&mmitftMmt. 
8o~i 8orK/w»Lfc»» mzm^fcvmv* 

[0 0 3 0] f-LT, JtaKS^- TSO^it 
SPfcicS-TSc COBS, to«s->-f-«r¥riSI5{c'>4< i: 
t 1 mmJ-X±«H-rS(D*<4?* U\ 1 mm*«{C'>* 
40 l>&Bmi&»ttlhftJII«VI^<ft«. OffK. *©±K 

[00 3 1] CCT% ift®ftttfi!tJett»<0^^-v*{i, 

[0032] &izam&8ffiv>i-io-ae>fr&tomir& 



5 

z&tiv&Zo 
[0 0 3 3] ttzccv. mm'>-hZT§nicfs.mtz 

[0034] *<d'<& mzm&m. 2- 1 so kg/ 
cm Offi^lT-3 0#~l 5ft®hamf&&*n*i,\ ft 

[003 5] CCT, ±E*»E*tt, 2-1 5 0kg 
/cm T'&9, fBKcttl 0-1 2 0 kg/cm' 7 
*$fC, iHffl©SMCSS^fiBMCO«l4fi!tJgtt 
».*ffl^*l|^ictt 50-1 20kg/ cm' i:?SC 

5, ffiE«JBffl«)rit»*m*ffl^*«^ttt» 5-2 5 
kg/ cm 2 fcfSC t*<»iST'fc5o ttBEftftHK-f 

[0036] 

[ffffl] *ftw<owm?imci3^ r«, TS©±ffifc:, 

£9, Ao«S'-hi:Tl!©IHfl»i:©IBfcl»l«^J8±U 
[003 7] 

[0 0 3 8] coHfigt&JT'fi, Bltco*? £5k:. *» 
W«>jffifcJ:oTff&ftSI»*>*>(ll)©J^S©tf« 
fc, *Mc9§ifc(i3){cJ:oTS8gttlctt^ft*:x> 
#Xffi(12)fc, Cft&<0$UB©¥}t*(14)i:*JBj«L 

fee 

[0039] i. Mtmh*xf&M<o*m 

8 00 Y>t\s7sfflbWkmt^* &$>tLXltl 1 7 
cmX8 7cmO|»*My(ll) (0 1 #S!S) fc/SJ&tS 
±32(5) . fc«fcD*TS(6) *tp(tL/5: 0 ±S!(5) . 
(6) icti, «(c£MEW (B^«) *«fe&A,tt. 
[0 0 4 0] ^LT, TS(6) <D±ffi(Cfi, BJ2 0. 2 

«figffi¥JSS5(3) ZVmKWLMco $/c^C30gP(2) 4) 
ftJIfcii 8 mm*§<0¥ft8l5(4) *»ttfc. 

[0041] cco£3!!*±127uxtfj&«fciRDiW 
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ftS. TSK6) OttltflUctt. ttlftJ6fflO^ KtfV 
(9) fl«±3fir«Hl*lcWt6*U cn«C»l6l,T±fi(5) 
tc#Y K?L(10)tfKtt&nTt<«. 

[0 0 4 2] 2. HOPS 
AoBP->- h (8) 14, lilT<D«fc 9 »cH6 Lfeo 

[0 0 4 3] I) £»ffl8tHiatf>IBg 

(1) *«ft#yx*f-/wifii* aR¥«tt?Bi*8 3 o 

>: h/I/xi/jg^B* (1 : I) Jc^/BLfctco, jgft) 
10 3 511%) 1 OOSISB 

(2) a^wfeS'i (*-^-yy-yf-ii/^<-**s"<>y 
±E(D > (2) flttfu saffletmattufco 

[0 0 4 4] 2) to»P^-h(8) cQiHSI 
JtaW^— H : **>1S (JP£0. 1mm, 8 0g/m 
' , PM1 1 P : NAttH) KEi«*Bl«Lftfe<0* 
7 8 cmx 1 0 8 cmOWitflD, C©WifM-*± 

20 fc. dCDto«i">-htpOS« (IS) <DfiSS>J&<i, 5 0 

[0 0 4 5] *DKP->-h2 ("J-'fnvH, ££0. 
1mm, 9 0 g/m , JUmmVM) tc5gffi£Bl»l 

[0 0 4 6] taW'>-h3 :?FIStti (#VxXx/US<, 
mi£Q. 3 6mm, 4 0. 7g/m' , V>*5#80 
0 0 : *U • ratfVttH) KEBWfeHMWLfcfc©* 

30 ffli^fcw^tt4p»f - h i tmmichm^- h3%m 

[0 0 4 7] mm->—h4 : #-7X?DX (I¥i0. 2 
5mm, 2 0 0g/m* , ¥810, WF230100B 
S 6 : H*65a?iK) fcEB**Bl*JLfctO*fflt,>fc 

[0 0 4 8] JtaSP->-h5 : ^XVy h (ffJO. 3 
40 0mm, 3 0 0g/m' , MC3 00A 1 0 4 : B«tt 

mm) tc h a mzmm l rz^mm^ftaLmham^ 
-h i tmmcimm~>-h szmrco c<Dhami/-btp 

<0«^ia»J^(4, 3 5 J!!%T'$>ofco 
[0 0 4 9] /)Dgp->-h6 : +-/^-U-tS 0¥£0. 
12mm, 100g/m J : »Att«l) {c5gffi*91®) 

F6W;. mttltztom Stf («S) 
14, 4 5ll%T-feoft. 

[0050] 3. timvinvm& 

50 fig^««(7) i:LT*iWT<Oi<0*ffllr»fc. 



(5) 
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coos i] (i) ^maX'jxxT-jimmm morn 

?fi^2 0 0 0<Z>JV7?)lM&?)*®%}#yxZf-/l 
SfH£X^Wyfcfg&?LTfccD. Xf-UVfflS4 0M 
%) 7 

(2) # 'J X* U > W£R (fiM^^Btt 9 5 0 0 0 
cDtf'JXf-L^gflMr, xf-uytcrg^L/ito. Xf- 

u>iue6 5fii%) 3oaia& 

(3) l^MJ&SiJ (2-i/+V-7?->l/\—**i/«.y/ 
x-h) iS«g)j 

(4) ^KA/US^AW* (N S - 1 0 0 : BJKWffctt 10 
») 1 2 Olggfl 

(5) *&flf| df{fc**>$*, SR-1 r'Wfk^IJI 

ttll) eaaas 

(6) JftMH (Kffcvy*->"7A$5fc, ¥J3t4S*\J3M 
m, ta-^l 5 0 : tt»ft*.r*aB) I 

(7) AffiKSffl {7>7-T*)yW8m: Wit*xmft.W) 
3 MSB 

(8) iivT.tm (Ha7T4/*-75xtt&on-Zy 
^:ER4630LBD166 W$rg£ 2 5 mmlC^Si 
LfctO, filT. CFfcBt) 7 0MHB 20 

±EE£tm©5%(i) ~(7) oefttnteflteu ft 

■KJ:»>(8) 4 0t:(CT2 4 

MMMLT, »R2mmO|fe (fife) SMCfiSJg 

[0052] 4. mum 

C©J:3KLT»6n/tSMCiaJB*t»(7) ftJcCfftn* 

[005 3] (f»J 1 ) ±150 2 iC/^-T «fc 9 K, ±S 
(5) *i 4 QIC, TS!(6) £ 1 5 OTHCftflBLfcfc Jto*30 



gS(8a)*<^jfg|5(4) ilOiSi^lc, -pS(6) ±ffifC« 
*<0±fc±ESMCdUBtra(7) *70cmXl 
■OOcm0**Slc«Jofcfc©*5ft* + -s;Lfc.-± 
91(5) *. ©SMC«»»fifc:«jtt^5(aBJ:»)3 0iii 
m±ST*5 0mrn/»T', ®S MC^iTO(7) £&tt 
•fS&gJ:*) 3 0rom±*>e»SMC^W(7) tc^tt 
nSTlOmm/^ <3>SMCJ»m(7) (Cgftt 

*M>«Jofc»7 0 kg /cm 2 ©J£;>JT'2 4 0«>fB 
*OBErtJB*fT*ofc. ±S!(5) *MC>TflttS 

U BHCkI-J^K. SSPJCX>4<X««©E(12) 

«BtecDS«!i(i3)i:*<«sn, a»ofl.Hfc¥»*(i4) 

i oishmsu i omo&mshzmrc. 
[0054] mmm 2 ~ 6 ) ^-n^n, Tgfcie-r/iD 

[005 5] (Jt«Wl~6) Aoffp^-h£7 7 cmx 
1 0 7 c mlcyjBf U *DfP^- KoaggRA'xv^XffiOD 

[0056] **tt«fe«tt;jt«WTt4, mmm \ tn 

[0 0 5 7] 5. §¥«Jj£ 

O^T, §«teTSMCOi«ftj&*©fiJ|R*fffflLfc. 
[0058] 
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6 
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2 


3 


4 


5 


6 




0 


0 


0 


0 


0 


0 




1 0 


1 0 


1 0 


1 0 


1 0 


1 0 



[82] 



Jt««No. 


1 


2 


3 


4 


5 


6 




1 


2 


3 


4 


5 


6 




8 


7 


6 


9 


9 


7 


ASM 


2 


3 


4 


1 


1 


3 



[0059] 



50 



K Sii-T 5 C #T 1 5 i: ^ 9 <8}%:*mt *„ 
[KffiOfBW&IKiE] 

[01] *«WO^tttJ:»)«ifiStifc|»*/<>0!>W« 
[0 2] *aW<D^i£*^j»-rsSlll<O««t8E»rffi0 
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2 : m&xyxzmmwm 

3 : SJfeig&fflWlff 

4 : ¥rfSI5 

5 :±ga 

6 

7 : riUBttf*. (SMC) 



(6) 



* 8 : immi/-h 
8 a : '>-h©4SSS 

1 1 : m*^y (tsmsi 
1 2 : n/ax^-p^s 
i 3 : Emm 

l 4 : ¥r»8i$ 
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12] 





III 


mm? 


M 


M 











-2 




(51)Int.Cl.* KgJ£# fTrtSg§€ F I tttRS^am 

B 2 9 L 9:00 



